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(54) A process for manufacturing a moulding element for motorcar bodies 



(57) A process for manufacturing a moulding ele- 
ment for car bodies comprising the steps of: manufac- 
turing a main body (2) of elongated conformation and 
manufacturing a continuous support element (7) carry- 
ing attachment projections (9) which are then con- 
nected with the main body (2) for engaging a 
corresponding anchoring region (5a) formed on a car 
body (5). In particular the attachment projections (9) are 
rigidly in engagement with the continuous support ele- 
ment (7) which is fitted by sliding in a longitudinal hous- 
ing (10) formed in the main body (2)and then axially 
fixed to this latter. 



Fig. 2 
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Description 

[0001] The present invention relates to a process for 
manufacturing a moulding element for motorcar bodies. 
[0002] In particular, the moulding element in reference 
is intended for being applied as finish and/or protection 
to motorcar bodies and more specifically to parts 
thereof such as doors, bumpers, edge areas at the 
lower perimeter of the car body, and so on. 
[0003] It is known that moulding elements for uses as 
briefly described above are traditionally comprised of a 
strip, typically of plastic material, which is provided with 
appropriate attachment means for association with the 
intended body portion. 

[0004] In particular, presently there are different typol- 
ogies of moulding elements depending on the different 
attachment systems used for anchoring to the car body. 
[0005] In a first known typology of moulding elements, 
the strip of plastic material is anchored by use of adhe- 
sives and more specifically double-sided adhesive 
tapes interposed between the car body and one side of 
the moulding element. 

[0006] Drawbacks of this type of anchoring are well 
apparent: precariousness in connection, unreliability in 
time, great responsiveness to weathering and dynamic 
stresses. 

[0007] In a second type of known typology, the attach- 
ment means consists of nails or studs fastened, by 
welding for example, to the car body and suitably cov- 
ered with plastic material so that they can be fitted, by 
snap or interference fit, into corresponding housings 
formed in a coupling face of the moulding element. 
[0008] Surely, this second type of known typology is 
more reliable than the previously described one. How- 
ever, it is to note that, due to the fact that a plurality of 
nails or studs are to be made and connected to the car 
body, a great complication in terms of construction is 
involved and necessarily lack of precision may occur in 
working which, in conclusion, will bring about high pro- 
duction costs and often poor quality of the product- 
More precisely, possible lack of precision in the size 
and/or placement of the attachment nails or studs gives 
rise to an inappropriate fastening of the strip or mould- 
ing element and consequent deformation of same, 
which will give rise to an irreparable lack of levelness 
and reduced respect of geometric tolerances, in partic- 
ular with reference to the outer surface of the moulding 
-element.-These consequences are clearly-unaccepta- 
ble from an aesthetic point of view. 
[0009] In an attempt to solve the mentioned draw- 
backs, a third typology of moulding elements has been 
recently widespread, in which the moulding element has 
a longitudinal housing intended for receiving, by snap- 
fitting, a plurality of coupling elements which are posi- 
tioned in the longitudinal housing at locations spaced 
apart the same distance from each other. 
[0010] More specifically the moulding element com- 
prises an elongated main body, to be obtained by extru- 



sion or moulding, in which the longitudinal housing is 
defined. Said housing, on the moulding element side to 
be turned to the car body, has an opening or slit from 
which the coupling element can partly emerge. In more 

5 detail, at the opening or slit, millings or cuttings are 
formed at regular intervals so as to enable insertion of 
each of the coupling elements while at the same time 
defining axial locating surfaces into which the coupling 
elements are snap-locked. 

10 [0011] The different coupling elements, once they 
have been suitably linked to each other, will each have 
at least one projection emerging in a direction substan- 
tially perpendicular to the longitudinal housing in order 
to engage corresponding slots formed in the car body. 

75 [0012] Although the last mentioned construction of 
known type is surely valid as regards anchoring and 
operating reliability, it has shown important drawbacks 
too. 

[0013] In particular, since millings are to be executed 

20 at the longitudinal housing for access of the coupling 
elements, an additional working step is clearly involved 
which will bring about additional production costs. Fur- 
thermore, since the main body in which milling is carried 
out is typically made of a material having good mechan- 

25 ical features, and sometimes is even made of two mate- 
rials, milling operations are not easy. 
[0014] It is also to note that milling or cutting opera- 
tions give rise to an important weakening in the struc- 
ture forming the moulding element, thereby inevitably 

30 involving deformations and in particular surely unaes- 
thetical undulations that reduce levelness and observ- 
ance of the geometrical tolerances in the outer surface 
of the moulding element. Furthermore, due to the great 
rigidity of the section member and the presence in many 

35 cases of metal cores, problems may arise in carrying 
out maintenance of the abrasive elements for executing 
the milling operations, which will result in high working 
costs and product waste. 

[0015] In addition, the residual presence of possible 
40 burrs can cause abrasions and scratches on the painted 
portions of the car body. 

[0016] Under this situation, it is a fundamental object 
of the present invention to provide a new process for 
making a moulding element for car bodies and a mould- 
45 ing element so obtained that, in addition to affording 
high performance in terms of strength and reliability in 
time as regards anchoring to the body, is also of cheap 
production and easy assemblingr without on the other 
hand involving an important increase in material con- 
so sumption. 

[0017] The foregoing and further objects that will 
become more apparent in the progress of the present 
description are substantially attained by a process for 
making a moulding element in accordance with the 
55 description of the appended claims. 

[0018] Further features and advantages will be best 
understood from the detailed description of a preferred 
but non-exclusive embodiment of a process for making 
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a moulding element and a moulding element in accord- 
ance with the invention. The description is given herein- 
after by way of non-limiting example with reference to 
the accompanying drawings, in which: 

Fig. 1 is a fragmentary plan view relating to a cou- 
pling side of a moulding element obtained by 
means of a process in accordance with the present 
invention; 

Fig. 2 is a cross-sectional view taken along line ll-ll 
in Fig. 1 showing the moulding element of figure 1 
when engaged to a car body; 
Fig. 3 is a fragmentary longitudinal view in which 
attachment means for engagement of the moulding 
element in accordance with the invention with a car 
body is highlighted; and 

Fig. 4 is a plan view from top of the attachment 
means shown in Fig. 3. 

[001 9] With reference to the drawings and in particular 
to Figs. 1 and 2, a moulding element for body cars has 
been generally identified by reference numeral 1. 
[0020] As already mentioned, the moulding element 1 
can be employed as a protection element, aesthetic sur- 
face finish or covering element at various regions of a 
car body, on the sides of the body at the lower edge 
thereof for example, at the front and rear bumpers, on 
doors, and so on. 

[0021 ] The moulding element 1 is comprised of a main 
body 2 optionally provided with a metal core of an elon- 
gated conformation and to be obtained by extrusion, 
moulding, or other operations, for example. 
[0022] The majn body has an outer side 2a with which 
a surface-finish covering 3 is associated; since this cov- 
ering is to be rigidly coupled with the main body, prefer- 
ably it can be joined thereto by injection moulding 
techniques or coextrusion with the main body. Prefera- 
bly, although not necessarily, the main body may also be 
provided with a flexible sealing lip 4 substantially 
extending over the whole longitudinal extension of the 
moulding element 1 and having a base portion 4a rigidly 
engaged with the main body 2. From a construction 
point of view, coupling between the main body 2 and 
sealing lip 4 can be obtained by several different tech- 
niques, by coextrusion of them for example, carried out 
continuously. 

[0023] In order to achieve engagement of the main 
body 2, hence the moulding element 1, with a corre- 
sponding anchoring region 5a formed on the car body 5, 
attachment means 6 is provided which is operatively 
associated with the main body at an inner side 2b of 
said main body opposite to said outer side 2a. 
[0024] In an original manner, the attachment means 
comprises a continuous support element 7 substantially 
extending over the whole longitudinal extension of the 
main body 2 and linked to the latter preferably by fitting 
in a corresponding longitudinal housing 8 formed in the 
inner side 2b of the main body 2. 



[0025] The continuous support element 7 is arranged 
to carry a predetermined number of attachment projec- 
tions 9 that are rigidly fixed and placed at a given dis- 
tance from each other. In other words, the continuous 

5 support element 7 practically constitutes a rigid con- 
necting element between the different attachment pro- 
jections 9 so that said projections are joined together in 
a predetermined number, conveniently spaced apart by 
a preestablished pitch and in mutual alignment relation- 

10 ship. 

[0026] In more detail, it is to note that the longitudinal 
housing 8 formed in the main body 2, seen in transverse 
section has a longitudinal opening 10, also extending 
substantially over the whole length of the moulding ele- 

15 ment, arranged to enable said projections 9 to emerge 
at least partly from the longitudinal housing in order to 
engage, as mentioned, slots 1 1 formed in the car body. 
Still referring to the transverse section, the longitudinal 
housing 8 has at least one undercut 1 2 arranged to act 

20 and abut against a corresponding abutment portion 1 3 
of the continuous support element 7 to prevent it from 
being drawn out through the longitudinal opening. It is to 
note that, in the embodiment shown, two undercuts 12 
are preferably provided, for symmetry purposes, and 

25 they cooperate with respective abutment portions 13. 
Practically, both the continuous support element 7 and 
the longitudinal housing 8 have a transverse bulkiness 
greater than that of the longitudinal opening 10 at least 
at predetermined lengths thereof, so that the continuous 

30 support element 7 may be received in the housing 8 
without being drawn out therefrom through the longitudi- 
nal opening 10. 

[0027] Actually, in order to enable coupling of the 
attachment means 6 with the main body 2 during the 

35 assembling step, the longitudinal housing 8 is provided 
to have, at at least one of its ends, a fitting opening 8a 
to receive the continuous support element 7 which may 
pass through the fitting opening itself and s may be 
caused to slide in the housing 8 until it reaches the 

40 desired axial positioning. 

[0028] Once the attachment means 6 is conveniently 
positioned relative to the main body 2, the continuous 
element is axially fastened by use of axial lock means 
14 operatively interposed between the main body and 

45 the continuous support element. 

[0029] More specifically, this axial lock means may be 
conventional locking members of the screw-threaded 
type for example or, as in the embodiment shown in Fig. 
4, a slot 1 5 having a dovetail-shaped undercut for exam- 

so pie, adapted to receive a corresponding portion integral 
with the main body. It is to note that in the embodiment 
shown the finish covering 3, once rigidly associated with 
the main body 2, will have a portion adapted to be 
inserted in the axial-lock slot 15 formed in the continu- 

55 ous support element 7, so as to retain said element in 
the axial direction. 

[0030] Referring now to the particular structure of the 
attachment means 6, it is to note that projections 9 can 
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be of one piece construction with or, alternatively, 
inserted by snap-fitting, threaded or interference fitting, 
in the continuous support element which preferably has 
lightening reliefs 16 disposed at regular intervals 
between consecutive projections 9. 5 
[0031] These reliefs can be particularly useful for fas- 
tening of support 2 within an injection mould where fin- 
ish covering 3 is carried out. 

[0032] It is obvious that in any case the continuous 
support element can be also formed of a small base or 10 
strip devoid of reliefs without, on the other hand, neces- 
sarily losing its operational character. 
[0033] As particularly shown in Figs. 2, 3 and 4, each 
of the attachment projections 9 comprises a portion 9a 
for connection with the continuous support element 7, a is 
connecting neck 9b emerging from said connecting por- 
tion 9a away from the continuous support element 7 and 
adapted, under operating conditions, to pass through 
the longitudinal opening 10 and possibly the slot on the 
car body 5, and a head 9c, placed at the end of said 20 
connecting neck 9b and having a transverse section of 
swollen conformation relative to the connecting neck. It 
is to note that the head of each projection is practically 
the portion intended for engagement of the correspond- 
ing housings or slots 1 1 formed in the anchoring region 25 
5a of the car body 5 (see Fig. 2). 
[0034] Finally, from the point of view of materials, it is 
to note that the continuous support element 7 and pro- 
jections 9 can be made, by moulding for example, of: 

30 

polyoxymethytene; 
acetal resins; 
reinforced polyamides; 

thermoplastic or thermosetting materials possibly 
reinforced with fibres of various nature adapted for 35 
the purpose; 
metal alloys. 

[0035] In turn, the main body 2 and covering 3 can be 
respectively made of: 40 

extruded PVC compounds with a metal or fibre 
core, or any other thermoplastic or thermosetting 
material or vulcanized rubbers adapted to the pur- 
pose, reinforced or not with fibres or metal cores, 45 
and of: 

PVC compounds of the soft type for example, so as 

to better-absorb possible shocksror any other ther 

moplastic or thermosetting material or vulcanized 
rubbers adapted to the purpose. so 

[0036] The invention achieves important advantages. 
[0037] It is first to note that the moulding element 
obtained by means of the process in accordance with 
the present invention substantially solves all drawbacks 55 
typical of the embodiments of known type, while ensur- 
ing an efficient anchoring, high operating reliability and 
reduced costs, as regards both production of the differ- 
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ent elements forming it and assembling of them. 
[0038] It should be in particular recognized that all 
milling and/or cutting operations necessary for a correct 
fastening of the attachment means 6 to the main body 2 
are substantially eliminated. 

[0039] In addition, due to the particular conformation 
of the continuous element 7 integrally carrying a plural- 
ity of attachment projections, positioning of all projec- 
tions can be carried out by a single operation, thereby 
greatly saving time in assembling. 
[0040] In addition to enabling time to be saved in con- 
struction and assembling, the moulding element 1 in ref- 
erence Is also very valid because problems of structural 
weakening are substantially eliminated due to the 
absence of material-removal operations and, above all, 
occurrence of permanent deformations or undulations 
on the substantially finished workpiece is completely 
excluded. 

[0041] In conclusion, therefore, the moulding element 
in accordance with the invention can be produced at 
reduced costs although it reaches qualitative results 
hardly achievable and only at prohibitive costs with 
known systems, as regards both observance of geo- 
metrical tolerances and mechanical strength. 

Claims 

1 . A process for manufacturing a moulding element for 
motorcar bodies comprising the following steps: 

manufacturing a main body (2) of elongated 
conformation and presenting a longitudinal 
housing (8) provided with a fitting opening (8a) 
at at least one of its ends, the longitudinal 
housing (8), seen in transverse cross section, 
having a longitudinal opening (10) extending 
substantially over the whole lenght of the 
moulding element and at least one undercut 
(12); 

manufacturing attachment means (6) compris- 
ing a continuous support element (7) rigidly 
carrying a number of projections (9) disposed 
at a predetermined distance from a each other, 
characterized by the fact that said process fur- 
ther includes the following steps: 
coupling the continuous support element (7) to 
the main body (2) by inserting the support ele- 
ment through the fitting opening (8a) and by - 
sliding said support element in the housing 
until it reaches the desired axial positioning; 
axially fastening the continuous support ele- 
ment (7) to the main body (2) once said support 
element is conveniently positioned relative to 
the main body itself, thereby obtaining a mould- 
ing element which is adapted for engagement 
to slots or housings (11) formed on an anchor- 
ing region of a car body (5). 
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2. A process according to claim 1 , characterized by 
the fact that the main body (2) is manufactured by 
extrusion or by moulding. 

3. A process according to anyone of the preceeding s 
claims, characterized by the fact that the main body 
(2) is provided with a metal core of an alongated 
conformation. 

13. 

4. A procees according to anyone of the preceeding 10 
claims, characterized by the fact that after the step 

of manufacturing the main body, the further step of 
coupling the main body (2) with a sealing lip (4) is 
provided with. 

15 

5. A process according to claim 4, characterized by 
the fact that the sealing lip (4) is coupled with the 
main body (2) by coestrusion carried out conti- 
nously. 

20 

6. A process accordin to anyone of the preceeding 
claims, characterized by the fact that after the step 
of coupling the continuous support element to the 

main body the step of joining a finish covering (3) to 1 4. 
the main body is provided with. 25 

7. A process according to claim 6, characterized by 
the fact that the finish covering (3) is joined to the 

main body by injection moulding or by coestrusion. 1 5. 

30 

8. A process according to claim 7, characterized by 
the fact the finish covering (3) joined to the main 
body (2) by injection moulding presents a portion 
adapted to be inserted in an axial-lock slot (15) 16. 
formed in the continuous support element (7) so as 35 

to achieve the axial fastening of the continuous sup- 
port element (8) to the main body (2). 

9. A process according to claim 1 , characterized by 
the fact that said axial fastening of the continuous 40 
support element (7) to the main body (2) is obtained 

by screw locking of the continuous support element 
to the main body itself. 

10. A process according to anyone of claims 1 to 9, 45 
characterized by the fact that said continuous sup- 
port element (7) extends substantially over the 
whole lenght of the main body. 

11. A process according to anyone of claims 1 to 10, so 
characterized by the fact that said projections (9) 
are spaced a part by a pre-estabilished pitch in 
mutual alignment relashionship. 

12. A process according to anyone of claims 1 to 11, 55 
characterized by the fact that once the support ele- 
ment (7) has been inserted inside the housing (8), 
said projections (9) are so shaped as to emerge at 



least partly from said longitudinal housing (8), said 
undercut (12) being arranged to act and abut 
against the corresponding abutment portion (13) of 
the continuous support element (7) to prevent the 
attachment means (6) and in particular said projec- 
tions (9) from being drawn out through said longitu- 
dinal opening (10). 

A process according to claim 12, characterized by 
the fact that each of said attachment projections (9) 
comprises a portion (9a) for connection with the 
continuous support element, a connecting neck 
(9b) emerging from said connecting portion and 
intented, under opering conditions, for passing 
through said longitudinal opening (10), and a head 
(9c) placed at the end of said connecting neck and 
having, in cross section, a swollen conformation rel- 
ative to said neck, said head being arranged to the 
engage corresponding housings or slots (11) 
formed in an anchoring region (5a) of the car body 
(5) to which the moulding element is to be associ- 
ated with. 

A process according to the claim 1, characterized 
by the fact that said attachment projections are of 
one piece contruction with the continuous suport 
element (7). 

A process according to the claim 1 , charaterized by 
the fact that the continuous support element is pro- 
vided with lightening reliefs (1 6) disposed at regular t 
intervals between the consecutive projection (9). 

A moulding element obtained by means of the man- 1 
ufacturing process according to anyone of the pre- M 
ceeding claims. 



5 



BNSDOCID: <EP 09241 21 A1> 




6 



BNSDOCID:<EP 0924121A1> 




BNSDOCID: <EP 0924121A1> 



7 



EP0 924 121 A1 




European Patent 
Office 



EUROPEAN SEARCH REPORT 



Application Number 

EP 99 10 4123 





DOCUMENTS CONSIDERED TO BE RELEVANT 




Category 


f Citation of document with indication, where appropriate, 
of relevant passages 


Relevant 
to claim 


CLASSIFICATION OF THE 
APPLICATION flnt.CI.6) 


A 


US 2 020 993 A (CP. CHAMBERLIN) 
12 November 1935 
* figures 1-5 * 


1 


B60R13/04 
B60R13/02 


A 


PATENT ABSTRACTS OF JAPAN 

voi. i*f t no. o\J\j \r\—\)y\Jl), co JUTie 1990 

& JP 02 095948 A (HASHIMOTO FORMING IND 

CO LTD), 6 April 1990 

* abstract + 


1 




A 


DE 93 07 620 U (METEOR GUMMIWERKE) 
5 August 1993 
* figures 1-7 * 


1 




A 


US 5 453 309 A (W. SHANOK ) 

26 September 1995 

* the whole document * 


1 




A 


US 2 835 924 A (W.H. SCHMELING) 
27 May 1958 


1 






* figures 1-3 * 




TECHNICAL FIELDS 
SEARCHED (lnt.CI.6) 


A 


EP 0 337 884 A (RENAULT) 18 October 1989 
* figures 1-4 * 


1 


B60R 


A 


DE 41 26 442 C (TRW UNITED CARR GMBH & CO 
KG) 15 October 1992 
* figures 1-11 * 


1 




The present search report has been drawn up for all claims 







THE HAGUE 



IVttlWMi 

6 April 1999 



CATEGORY OF CITED DOCUMENTS 

X : pertxxilarty relevant if taken atone 

Y . particularly relevant it com bine a wnh another 

document of the eame category 
A : technological background 
O : non ♦written dcadoaum 
P . mtermodial© document 



Kusardy, R 



T : theory or principle underlying the invention 
E : Barter patent document, but published on. or 

after the ttbng dele 
O . document cited In the appleation 
L . document cited lor other reasons 



& : member of the eame patent temHy. corresponding 
document 



BNSDOCID: <EP 0924121A1> 



8 



1 
J 



EP 0 924 121 A1 



ANNEX TO THE EUROPEAN SEARCH REPORT 
ON EUROPEAN PATENT APPLICATION NO. 



EP 99 10 4123 



This annex lists the patent family members rotating to the patent documents cited in the above-mentioned European search report 
The members are as contained in the European Patent Office EDP file on 

The European Patent Office is in no way liable for these particulars which are merely given lor the purpose of information. 

06-04-1999 



Patent document 
cited in search report 



Publication 
date 



Patent family 
member^) 



Publication 
date 



8 For more details about this annex : see Official Journal of the European Patent Office. No. 12/82 



US 2020993 


A 


12-11-1935 


NONE 








Ut 9307620 


U 


05-08-1993 


AT 


157052 


T 




15-09-1997 








CA 


2146537 


A 


24-11-1994 








cz 


9502302 


A 


13-03-1996 








0E 


59403795 


D 


25-09-1997 








DK 


695240 


T 


15-09-1997 








WO 


9426545 


A 


24-11-1994 








EP 


0695240 


A 


07-02-1996 








ES 


2105693 


T 


16-10-1997 








JP 


8510191 


T 


29-10-1996 








SK 


139195 


A 


08-05-1996 


US 5453309 


A 


26-09-1995 


BR 


9304784 


A 


31-05-1994 








CA 


2101997 


A 


24-05-1994 








ES 


2088729 


A 


16-08-1996 








MX 


9307304 


A 


31-05-1994 








US 


5385703 


A 


31-01-1995 


US 2835924 


A 


27-05-1958 


NONE 








EP 337884 


A 


18-10-1989 


FR 


2629878 


A 


13-10-1989 


DE 4126442 


C 


15-10-1992 


0E 


59201587 


D 


13-04-1995 








EP 


0527440 


A 


17-02-1993 








ES 


2070562 


T 


01-06-1995 



BNSDOCIDkEP 0924121A1> 



